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METHOD AND A DEVICE FOR THE 
FORMATION OF TUBULAR 

OVERWRAPPINGS IN HEAT-SEALABLE 
MATERIAL 

BACKGROUND OF THE INVENTION 

The present invention relates to a method of forming 
tubular overwrappings from a heat~sealable material. 
The invention ?nds advantageous application in the ?eld 

of machines for overwrappings packets of cigarettes in 
transparent heat-scalable material, and whilst reference is 
made speci?cally herein to such machines, no limitation of 
scope is implied. Conventionally, the overwrapping devices 
used in such machines are of a type essentially comprising 
a wheel affording a plurality of peripheral pockets and an 
infeed station through which the pockets are indexed in 
succession by the wheel, each pocket pausing to receive a 
single packet of cigarettes together with a sheet of the 
overwrapping material. The sheet is folded into a “U” 
formation around the packet as the packet is directed toward 
the wheel. The packet is received by the pocket with the two 
longitudinal edges of the “U” pro?le projecting as ?aps 
which are folded into overlapping contact and heat-sealed 
one to the other, thereby fashioning a tubular wrapping 
around the respective packet. 

In the conventional overwrapping devices referred to 
above, still found in widespread use, the ?ap of material 
projecting from the rear edge of the peripheral pocket, in 
relation to the direction of rotation of the wheel, is ?attened 
against the respective packet generally by means of a 
moving folder. The moving folder is located adjacent to the 
infeed station and typically includes a plate of curved pro?le 
which, once the packet and the enveloping sheet of material 
have been transferred to the corresponding pocket of the 
wheel, is made to traverse along the periphery, concurrently 
with the rotation of the wheel, moving from an at-rest 
position to a folding position over the pocket. As the wheel 
is indexed thereafter through a further step, during which the 
moving folder may also be returned to the at-rest position, 
the folded rear ?ap emerges from beneath the contoured 
plate, and the remaining forwardmost ?ap enters into contact 
with a ?xed folder by which it is ?attened over a corre 
sponding portion of the rear ?ap. 

Conventional overwrapping devices of the type thus 
brie?y outlined have certain drawbacks, stemming mainly 
from the indexing movement of the wheel and, if applicable, 
from the return of the moving folder to the at~rest position, 
during which the rear ?ap of the overwrapping sheet tends 
to shift backwards, i.e. in the direction opposite to that 
(forward) of the fold. Such dragging of the rear ?ap both 
against the moving folder and against a portion of the ?xed 
causes the initial crease in the rear ?ap to be lost. 

The object of the present invention is to set forth a method 
of fashioning tubular overwrappings that will overcome the 
drawback described above. 

SUMMARY OF THE INVENTION 

The stated object is realized, according to the present 
invention, in a method for the formation, around commodi 
ties, of tubular overwrappings of a heat-scalable material. 

Such a method includes the steps of: feeding commodities 
in succession together with respective sheets of overwrap 
ping material onto a conveying path extending between an 
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2 
infeed station and an outfeed station; folding each sheet into 
a “U” formation around the relative commodity in such a 
way that a ?rst and a second longitudinal ?ap of the sheet 
remain projecting laterally from the commodity; indexing 
the commodities along the conveying path through steps of 
constantly repeated length and in a given feed direction, in 
such a way that the commodities remain distributed at 
regular intervals along the path and that the ?rst projecting 
longitudinal ?ap follows the second in the feed direction; 
?attening each ?rst ?ap against the face of the relative 
commodity when at a determined folding position; and 
?attening each second ?ap over the relative ?rst ?ap during 
a step indexed beyond the folding position in the feed 
direction. The method also comprises the additional steps of 
subjecting each ?rst ?ap to a static pressure directed toward 
the respective commodity, applied during the step indexed 
beyond the folding position; subjecting each second ?ap to 
a static pressure directed toward the commodity and the ?rst 
?ap, applied after the step indexed beyond the folding 
position; and securing each second ?ap to the respective ?rst 
?ap by means of a ?rst heat seal operation, in such a way as 
to create a relative tubular overwrapping. 

In a preferred version of the method disclosed, the folding 
position coincides with the infeed station, and the step 
indexed beyond the folding position is the ?rst step indexed 
beyond the infeed station. In the method thus described, the 
indexing step occurs during the interval at which commodi 
ties are distributed along the conveying path; moreover, the 
length of the conveying path is equal preferably to a multiple 
of the indexing step and, at least, integrally divisible by the 
interval at which the commodities are distributed along the 
path. Each step completed by the single commodity is 
followed by a pause, the tubular overwrapping undergoes a 
selectable number of further heat-seal operations during its 
progress along the conveying path, and the execution of each 
further heat~seal operation coincides with a respective 
pause. 

The stated object is realized similarly in a device for the 
formation, around commodities, of tubular overwrappings 
of a heat-scalable material. 

According to the invention such a device comprises: a 
wheel affording a plurality of peripheral pockets spaced 
apart circumferentially at a constant pitch, mounted rotat 
ably about its own axis in such a way as to index the pockets 
through steps of constantly repeated length and in a given 
feed direction along a conveying path affording an infeed 
station and an outfeed station; feed means by which com 
modities are supplied singly and in succession each together 
with a respective overwrapping sheet to the infeed station; 
pushing means by which a single commodity is directed 
together with the respective sheet of overwrapping material 
into a corresponding pocket, constraining the sheet to fold 
around the commodity into a “U” formation of which a ?rst 
and a second longitudinal ?ap remain projecting laterally 
from the commodity and externally of the pocket, the ?rst 
?ap following the second ?ap in the feed direction; ?rst 
folding means capable of movement relative to the wheel 
between an at-rest position and a folding position, by which 
the ?rst ?ap of each successive sheet is ?attened against the 
respective commodity; and second folding means occupying 
a position immediately beyond the folding position along the 
conveying path, by which the second ?ap of each successive 
sheet is ?attened over the corresponding ?rst ?ap. 
The device disclosed additionally comprises a ?rst heat 

seal station positioned along the conveying path at a distance 
from the folding position equal to one indexing step of the 
wheel; pressing means positioned at the ?rst heat-seal sta 
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tion, capable of movement toward the wheel in such a way 
as to restrain the second ?ap over the ?rst in a given position; 
and ?rst heat-sealing means associated with the ?rst heat 
seal station, by which the restrained second ?ap is secured 
to the ?rst ?ap in such a way as to form a tubular over 
wrapping. 
The ?rst folding means of the device is advantageously 

capable of movement together with the wheel between the 
folding position and the ?rst heat-seal station. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention will now be described in detail, by way of 
example, with the aid of the accompanying drawings, in 
which: 

FIG. 1 is a schematic illustration of a preferred embodi 
ment of the overwrapping device according to the invention, 
viewed in section with certain parts omitted better to reveal 
others; 

FIG. 2 shows a detailed view of a portion of the device 
shown in FIG. 1, in enlarged scale; 

FIG. 3 shows a detailed plan view of the device of the 
present invention, enlarged and with certain parts omitted 
better to reveal others; 

FIG. 4 illustrates certain details of FIG. 3 in an exploded 
view. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

With reference to FIG. lvof the drawings, numeral 1 
denotes a device, in its entirety, by means of which to 
fashion a tubular overwrapping 2 of a heat-sealable material 
around a packet of cigarettes 3. 
As discernible from FIG. 1, and from the detail of FIG. 2, 

the device 1 comprises a wrapping wheel 4 a?fording a 
plurality of peripheral pockets 5 (ten, in the particular 
example illustrated) distributed circumferentially around the 
wheel 4 at a constant pitch. The wheel 4 is keyed onto a 
power driven center shaft 6, of which the axis 7 is disposed 
at right angles to the viewing plane of FIGS. 1 and 2. The 
wheel 4 is rotatable intermittently in a counterclockwise 
feed direction (as viewed in FIGS. 1 and 2), indicated by the 
arrow denoted 8, so as to index the pockets 5 in this same 
direction 8 through a step equal to half the circumferential 
pitch, along a conveying path 9 of semicircular geometry 
extending between an infeed station 10 and an outfeed 
station 11. Accordingly, terms used in the speci?cation such 
as “forward”, “beyond”, “rear”, “following” etc., are 
referred to the feed direction 8. 

Still referring to FIG. 1, the overwrapping device 1 further 
comprises a feed unit 12 incorporating a second wheel 13, 
in this instance mounted in such a way as to be rotatable in 
a clockwise direction as viewed in FIG. 1 about an axis (not 
illustrated) disposed parallel to the axis 7 of the overwrap— 
ping wheel 4. The second wheel has a plurality of peripheral 
pockets 14 each designed to accommodate one respective 
packet 3, which are indexed in succession by the wheel 13 
through the infeed station 10 at a frequency equivalent to 
half the indexing frequency of the overwrapping wheel 4. 
The feed unit 12 also incorporates a conventional device 
(not illustrated) by which single sheets 15 of a selected 
heat-scalable overwrapping material are directed serially 
toward the infeed station 10 and positioned between the 
opposed peripheral faces of the overwrapping wheel 4 and 
the feed wheel 13. The sheets 15 are supplied to the infeed 
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station 10 at a frequency identical to the indexing frequency 
of the feed wheel 13, and synchronously with the angular 
movements of both the wheels 4 and 13, in such a way that 
a sheet 15 drawing to a standstill at the infeed station 10 will 
be ?arrked on either side by two respective pockets 5 and 14 
drawing to a standstill in alignment with one another and 
with the station 10. 

Also associated with the infeed station 10 are a pushing 
device 16 by which each successive packet 3 is transferred 
from the adjacent pocket 14 of the feed wheel 13 to the 
pocket 5 of the overwrapping wheel 4 currently aligned with 
the station 10, and a pair of counter-rotating rollers 17 
positioned in conventional manner between the wheels 4 and 
13 and establishing a passage 18 through which a packet 3 
transferred by the pushing device 16 must advance. Thus, 
each successive sheet 15 interposed between the feed wheel 
13 and the rollers 17 is engaged by a respective packet 3 
ejected from the pocket 14 currently alongside, and folded 
into a “U” formation around the packet before entering the 
corresponding pocket 5 of the overwrapping wheel 4. The 
packet and sheet are held in the correct relative position by 
virtue of the fact that any relative motion between the sheet 
15 and the faces of the packet 3 is prevented in conventional 
manner by the presence of the rollers 17. 
The cross-sectional dimensions of a single pocket 5 of the ' 

overwrapping wheel 4 are marginally greater than the cor 
responding transverse dimensions of the single packet 3, as 
indicated in FIG. 2. A sheet 15 folded into the “U” formation 
and directed into the pocket together with a relative packet 
3, through the agency of the pushing device 16, will be 
accommodated ?ush against the inside faces of the pocket 5 
with two lateral portions of the sheet projecting externally as 
longitudinal ?aps denoted 19 and 20. Again with reference 
to FIGS. 1 and 2, the device 1 comprises a moving folder 21 
composed of an arm 22 extending radially from a hub 23 
mounted rotatably to the center shaft 6, and a plate 24 
associated rigidly with a free end of the arm 22 and alfording 
a ?rst arched surface 25, directed back toward the hub, 
which is disposed substantially tangential to and breasted 
with a cylindrical outer surface 26 of the wheel 4. The plate 
24 also affords a portion projecting laterally from the arm 22 
in the feed direction 8 and have an angled external face 27, 
thus presenting a tapered cross-sectional pro?le comparable 
to a wedge of which the leading lateral edge 28 is disposed 
parallel to the axis 7 of the wheel 4. 

The moving folder 21 is associated with the infeed station 
10 and rotatable about the axis 7 of the wheel, through the 
action of actuator means (not illustrated) synchronized with 
the center shaft 6. The moving folder moves between an 
at-rest position illustrated in FIG. 1 (indicated by the dash 
dash phantom line of FIG. 2), in which the leading edge 28 
is located immediately behind the rear edge of the pocket 5 
occupying the infeed station 10, and an operative limit 
position indicated by the continuous line of FIG. 2, passing 
also through an intermediate folding position of substantial 
alignment with the infeed station 10, which is shown by 
dot-dash phantom lines in FIG. 2. When the moving folder 
21 is in the intermediate position, and therefore within the 
compass of the infeed station 10, the leading edge 28 is 
displaced forward from the line occupied in the at-rest limit 
position by a distance less than or equal to the width of the 
adjacent longitudinal ?ap 19. With the folder 21 in the 
operative limit position, on the other hand, the leading edge 
28 is displaced forward from the line occupied in the 
intermediate position by a distance substantially equal to one 
indexing step of the wheel 4. 
‘ With reference to FIG. 1, the overwrapping device 1 
comprises a plurality of heat-seal units 29 located at a 
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respective plurality of heat-seal stations 30 distributed along 
the conveying path 9 between the infeed station 10 and the 
outfeed station 11 at a distance one from the next equal to 
one indexing step of the overwrapping wheel 4. In the 
particular example illustrated, the length of the conveying 
path 9 is equivalent to ten indexing steps of the wheel 4, and 
the device 1 comprises nine heat-seal stations 30 of which 
?ve are “odd” stations 30a, i.e. reachable by each pocket 5 
in an odd number of indexing steps from the infeed station 
10, and the remaining four are “even” stations 30b, reach 
able by each pocket 5 in an even number of steps from the 
infeed station 10. 
As shown in FIG. 2, the heat~seal units 29 are accommo 

dated between two arched plates 31 and 32 rigidly intercon 
nected and disposed concurrently with the conveying path 9. 
One plate 32 is farther from the axis 7 of the wheel 4 than 
the other plate 31. More exactly, the nine units 29 are 
supported by the innermost plate 31, which is breasted 
substantially in contact with the peripheral surface 26 of the 
wheel 4 and terminates at the rear end in a portion of tapered 
pro?le, coinciding with the ?rst heat-seal station 30a, posi 
tioned at a distance of one indexing step from the infeed 
station 10, and establishing a ?xed folder 33 of which the 
side offered to the wheel 4 consists in an angled face 34 
combining with the adjacent surface 26 to create a void in 
which the moving folder 21 can be accommodated in part 
when approaching the operative limit position. 
The side of the innermost plate 31 directed toward the 

surface 26 of the wheel a?’ords a plurality of recesses 35 
positioned one at each of the heat-seal stations 30, of 
transverse dimensions substantially identical to the trans~ 
verse dimensions presented by the mouth of a single pocket 
5, and disposed facing directly toward the mouth of the 
pocket 5 currently in alignment with the station 30. A 
forward portion of each recess 35 is occupied by a bar 36 
extending parallel to the axis 7 of the wheel 4 and forming 
part of a pressure element 37 associated with each heat-seal 
unit 29, whilst the rear portion of each recess 35 affords an 
opening 38 serving to admit the head 39 of a heat-seal 
element 40 associated with each heat-seal unit 29. 
As discernible from FIG. 2, and in particular from FIG. 3, 

each heat-seal unit 29 comprises a shaft 41 disposed parallel 
to the axis 7 of the wheel 4, of which a central portion is 
supported rotatably by a sleeve 42 rigidly associated with an 
outer surface of the arched plate 31. A portion of the shaft 
41 projecting externally of the sleeve 42 and across the 
peripheral surface 26 of the wheel 4 carries a hub 43 keyed 
to the projecting end and supporting the heat-seal element 
40, which is carried in turn by an arm 44 connecting the head 
39 and the hub 43. The shaft 41 also carries a freely 
supported second hub 45 positioned between the ?rst hub 43 
and the sleeve 42, coupled to the ?rst hub 43 by way of a 
torsion spring 46 and forming a further part of the pressure 
element 37 aforementioned. Besides the bar 36, pressure 
element 37 also comprises an arm 47 connecting the bar 36 
and the hub 45. The spring 46 is tensioned in such a manner 
as to bias the pressure element 37 toward the surface 26 of 
the wheel 4 in opposition to the corresponding heat-seal 
element 40, and such that the two arms 44 and 47 compass 
a given angle, when at rest, of which the width can be 
reduced against the action of the spring 46. 
As illustrated best in FIGS. 3 and 4, each complete 

heat-seal unit 29 is equipped with an operating device 48 and 
a control device 49, both of which function in combination 
with a tappet element 50 relative to each heat~seal unit 29. 
More exactly, the tappet element is denoted 50a for the units 
29 associated with the odd stations 30a, and denoted 50b for 
the units 29 associated with the even stations 30b. 
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6 
In FIG. 3, each tappet element 50 will be seen to comprise 

a yoke 51, of which one cross member 52 consists in a 
portion of the corresponding shaft 41 projecting from the 
relative sleeve 42 on the side opposite from the heat-seal unit 
29. The yoke 51 extends from the shaft 41 on the same side 
as the relative pressure and heat-seal elements 37 and 40, 
and incorporates an intermediate cross member 53 affording 
sockets 54 to receive the extremities of respective springs 55 
compressed between the cross member 53 and the internal 
surface of the outermost arched plate 32. The construction 
enables the yoke 51 to pivot about the axis of the corre 
sponding shaft 41 toward the axis 7 of the overwrapping 
wheel 4. The yoke 51 supports a further shaft 56 on the side 
of the intermediate cross member 53 opposite from the shaft 
41 of the heat-seal unit, carrying a keyed tappet roller 
embodied. In the case of the tappet elements 50a associated 
with the odd stations 30a, a single roller 57 occupies a lateral 
portion and a central portion of the shaft 56, and in the case 
of the tappet elements 50b associated with the even stations 
30b, a pair of rollers 58 and 59 occupy respective opposite 
lateral portions of the shaft 56. 
As illustrated in FIG. 4, the operating device 48 comprises 

two cams 60 and 61 centered on the axis 7 of the wheel 4 and 
extending concurrently with the conveying path 9. Cam 60 
is positioned under the lateral portion of the shafts 56 with 
the paired rollers 58, and cam 61 positioned under the 
central portion of the shafts 56' and interacting with the 
single rollers 57. The two cams 60 and 61 exhibit relative 
cylindrical outer surfaces 62 and 63, and afford respective 
pluralities of seatings 64 and 65 distributed along the 
surfaces 62 and 63 at regular intervals identical to the pitch 
of the pockets 5, which are staggered one in relation to the 
other. The geometry of the two cams is such that when the 
seatings 65 and 64 are occupied by the respective rollers 57 
and 58, the relative tappet elements 50a and 50b are able to 
rotate toward the axis 7 of the wheel 4 and the respective 
pressure and heat-seal elements 37 and 40 to effect a 
movement toward an operative position in contact with the 
periphery of the wheel 4, as will become clear in due course. 
The two cams 60 and 61 are invested with mutually opposed 
and identically timed rocking movements generated by 
respective rod-and-crank mechanisms 66 and 67, of which 
the cranks 68 are synchronized with the center shaft 6 so as 
to accomplish one full revolution for every two indexing 
steps of the wheel 4. Thus, each heat-seal unit 29 is caused 
to operate once with each alternate step indexed by the 
wheel 4. During each pause of the wheel, one of any two 
adjacent units 29 will be activated while the other remains 
at rest. I 

Naturally enough, the timing of the earns 60 and 61 will 
be such that with successive pauses of the wheel 4, the 
heat-seal units 29 activated are those currently in alignment 
with the pockets 5 of the wheel 4. ‘ 

In the illustration of FIG. 4, the control device 49 is shown 
as comprising a semi-annulus 69 disposed coaxially with the 
axis 7 of the wheel 4, affording an internal tooth pro?le 70 
engaged in mesh with the pinion 71 of a stepping motor 72 
and capable of progressive and controlled movement about 
the axis 7 in either direction of rotation. The semi-annulus 69 
exhibits a cylindrical outer surface 73 occupying a common 
plane with the two cam surfaces 62 and 63 and positioned to 
interact with the tappet elements 50a and 50b, engaging with 
the roller denoted 59 and a portion of the roller denoted 57, 
respectively. Activating the motor 72, the semi-annulus 69 
can be made to rotate between an at-rest angular limit 
position, indicated by the continuous line in FIG. 4, in which 
the cylindrical outer surface 73 lies beyond the compass of 
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the conveying path 9, and an operating limit position indi 
cated by the phantom line of FIG. 4, in which the cylindrical 
outer surface 73 engages all of the corresponding tappet 
rollers 59 and 57 except for one roller 57 at the ?rst heat-seal 
station 30a following the infeed station 10. 
As discernible from FIG. 1, the outfeed station 11 essen 

tially comprises a folding channel 74 equipped with helical 
folders 75 of conventional type and disposed in alignment 
with a pocket 5 of the wheel lying one indexing step beyond 
the ?nal heat-seal station 30a. The outfeed station 11 also 
includes a pushing device 76 by which the single packets 3 
are ejected in succession from the respective pockets 5, and 
a conventional conveyor belt 77 on which the packets 3 run 
out. 

The operation of the device 1 will now be described 
departing from the situation of FIG. 1, in which the over 
wrapping wheel 4 has indexed one step to bring an empty 
pocket 5 into alignment with the infeed station 10, the feed 
wheel 13 has indexed one step to bring a pocket 14 with a 
respective packet 3 likewise into a station 10, and a sheet 15 
of material has been directed into the station 10 and lies 
interposed between the two wheels 4 and 13. From this 
position, the packet 3 is ejected from the pocket 14 by 
activating the pushing device 16, and directed through the 
passage 18, impinging on the sheet 15 in the process. The 
sheet 15 is thus made to fold around the packet into a U 
formation, whereupon the packet 3 and the sheet 15 advance 
as one to the point of entering the relative pocket 5 of the 
overwrapping wheel 4 and coming to rest in the position 
indicated by phantom lines in FIG. 2. The moving folder 21, 
which lies initially in the at-rest position outside the com 
pass of the infeed station 10 (see dash-dash phantom line in 
FIG. 2), is now rotated forward to the intermediate folding 
position (dot-dash phantom line in FIG. 2), cutting across 
the station 10 and thus ?attening the rear longitudinal ?ap 19 
against the exposed ?ank of the packet 3. In effect, the ?ap 
19 is not covered completely by the plate 24 of the moving 
folder 21 in the intermediate position, but remains exposed 
along the extreme edge. 

Immediately thereafter, the overwrapping wheel 4 
indexes one step, bringing the pocket 5 in question to the 
?rst heat-seal station 30a, at which point there is no pocket 
Sin alignment with the infeed station 10. The moving folder 
21 rotates together with the wheel 4 and at the same velocity 
through the indexing step, advancing from the intermediate 
position to the operative limit position (bold line in FIG. 2), 
maintaining the same breadth of contact with the ?ap 19 and 
applying a static pressure (substantially in a radial direction 
with respect to the wheel 4) by which the corresponding 
portion of the sheet 15 is held ?at against the packet 3. On 
obtaining the operative limit position, the moving folder 21 
is disposed partly overlapping the angled face 34 of the ?xed 
folder 33, which in turn will have begun to impinge gradu 
ally on the forwardmost ?ap 20 during the rotation of the 
wheel, with the result that this ?ap 20 is ?attened against the 
angled external face 27 aiforded by the plate 24 of the 
moving folder 21, as discernible in FIG. 2. At this juncture 
the cams 60 and 61 are shifted by the operating device 48, 
bringing one cylindrical surface 62 beneath the correspond 
ing rollers 58 of all the “even” tappet elements 50b, and 
positioning each seating 65 of the other cylindrical surface 
63 under the roller 57 of an “odd” tappet element 50a of 
which the associated odd heat-seal stations 30a are the only 
stations currently in alignment with the pockets 5. In par 
ticular, the movement of the operating device 48 results in 
a seating 65 of the relative cam 61 being positioned beneath 
the tappet element 50a associated with the heat-seal unit 29 
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8 
of the station 30a lying at one indexing step from the infeed 
station 10. The roller 57 is pressured by the spring 55 into 
the seating 65, causing the shaft 41 to pivot clockwise (as 
viewed in FIG. 2) about its own axis. In a ?rst part of the 
rotation induced, a static force is applied substantially in the 
radial direction by the bar 36 of the pressure element 37, 
which faces both the outer surface of the forwardmost ?ap 
20 and the portion of the rear ?ap 19 not covered by the plate 
24 of the moving folder 21. This pins the one ?ap 20 against 
the other ?ap 19 along the ?ank surface of the packet 3 and 
thus restrains both ?aps 19 and 20 in their correct overlap 
ping position. At this point, the moving folder 21 returns to 
the at-rest position, but without disturbing the position of the 
respective ?ap 19 now held fast by the bar 36. The shaft 41, 
in the meantime, continues to rotate against the action of the 
coupling spring 46, lowering the head 39 of the heat-seal 
element 40 to the point at which the two longitudinal ?aps 
19 and 20, still correctly overlapping, are fastened one to 
another. The formation of the tubular overwrapping 2 around 
the packet 3 is thus completed. 
The wheel 4 indexes a further step, by which a new empty 

pocket 5 is brought into alignment with the infeed station 10. 
The packet 3 referred to thus far is advanced to the succes 
sive station 3%, of which the heat-seal unit 29 is activated 
by the operating device 48 in concert with the units 29 of all 
the remaining even stations 30b in such a way as to reinforce 
the joint between the two ?aps 19 and 20 by applying 
additional heat-sealing action in the manner described pre 
viously. The number of discrete heat-seal strokes applied to 
the tubular overwrapping 2 thereafter along the path 9 to the 
outfeed station 11 is determined by the control device 49, 
and will in general be greater as the indexing frequency of 
the overwrapping wheel 4 is increased. 
The advantages discernible from the foregoing are essen 

tially twofold. 
First, the use of a moving folder 21 which, once the 

relative ?ap 19 of the wrapping sheet has been ?attened 
during a pause in the indexing movement of the wheel 4, 
accompanies the wheel through one step to the ?rst heat-seal 
station 30 and then returns to the at-rest position only after 
the ?aps 19 and 20 have been secured in position by the bar 
36, so that the ?ap 19 remains correctly folded in any 
contingency. 

Second, the fact that the single step indexed by the wheel 
4 is half, or in any event a submultiple, of the angular 
distance separating the pockets 5 (which in its turn is a 
submultiple of the length of the path 9 interconnecting the 
stations 10 and 11) not only minimizes the distance covered 
by the moving folder 21, but also allows the installation of 
a relatively high number of heat-seal stations 30 along the 
conveying path 9 (substantially double the number of the 
pockets 5 occupying the path 9, and in any event variable by 
means of the control device 49). This also achieves an 
extremely precise measure of control over the total heat-seal 
time while maintaining the temperatures of the heat-seal 
heads 39 within acceptable limits. 
What is claimed: 
1. A method for forming tubular overwrappings of heat 

sealable material around respective commodities, compris 
ing the steps of: 
moving commodities in succession together with respec 

tive sheets of overwrapping material in a given feed 
direction along a conveying path extending between an 
infeed station and an outfeed station, said commodities 
remaining distributed at regular intervals along said 
path; 
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folding each sheet into a “U” formation around a respec 
tive commodity in such a way that a ?rst and a second 
longitudinal ?ap of the sheet remain projecting laterally 
from the commodity, said ?rst projecting longitudinal 
?ap following the second in the feed direction; 

folding each ?rst ?ap against the face of the respective 
commodity when said commodity is disposed at a 
determined folding position with a ?rst folding mem 
ber; 

moving said ?rst folding member together with the 
respective commodity from said folding position gen 
erally in said feed direction while maintaining said ?rst 
?ap folded against the face of the respective commod 
ity; 

folding each second ?ap over the respective ?rst ?ap at a 
position beyond the folding position in the feed direc 
tion with a second folding member; 

subjecting each successive ?rst ?ap to a static pressure 
directed toward the respective commodity; 

moving said ?rst folding member back to said ?rst folding 
position; 

subjecting each second ?ap to a static pressure directed 
toward the commodity and the ?rst ?ap after the ?rst 
?ap is subjected to static pressure; and 

securing each second ?ap to the respective ?rst ?ap 
during a ?rst heat seal operation to create a respective 
tubular overwrapping. 

2. A method as in claim 1, wherein the commodities are 
intermittently indexed along the conveying path through a 
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plurality of indexing steps of equal length in said feed 
direction wherein the folding position coincides with the 
infeed station, and wherein an indexing step beyond the 
folding position is a ?rst step indexed beyond the infeed 
station. 

3. A method as in claim 2, wherein the length of each 
indexing step is a submultiple of the length at which 
commodities are distributed along the conveying path. 

4. A method as in claim 1, wherein the length of the 
conveying path is a multiple of the length of each indexing 
step and at least integrally divisible by the length at which 
the commodities are distributed along the path, each index 
ing step is followed by a pause in the movement of said 
commodities, the tubular overwrapping undergoes a select 
able number of further heat-seal operations during its 
progress along the conveying path, and the execution of each 
further heat-seal operation coincides with a respective 
pause. 

5. A method as in claim 3, wherein the length of the 
conveying path is a multiple of the length of each indexing 
step and at least integrally divisible by the length at which 
the commodities are distributed along the path, each index 
ing step is followed by a pause in the movement of said 
commodities, the tubular overwrapping undergoes at select 
able number of further heat-seal operations during its 
progress along the conveying path, and the execution of each 
further heat-seal operation coincides with a respective 
pause. 


